j той 


Work Order ID 90741 
Depiember-24-12 2:52:20 PM 


*QN741* 


“<< Раве 1 


D3391-023 


Mid Tube Assembly 


9/24/12 


Пан Start Qty: 1.00 
Required Date: 10/19/12. , 


Req'd Qty: 1.00 


ши бы 
*4* 


Accept 


#Ма001040100“ 


Cust Item ID: 
Customer: 


нео _ 


Process Plan: 


QC: 


Date: }2-O9-ZS Tooling: 


Date: 


SPC (Y/N): 


D/ a Ы Operation 
iter ID 


"Description 


Set Up/ 
Run Hours 


Setup Start 


Stop 


Run Start 


Stop 


*NS1* 
“М52% 


*NR1* 
*NR2* 


ToolID Тоо! # Plan 


Code 


Accept 
Qty 


Reject 
Qty 


Reject 
Number 


Insp. 
Stamp 


Revision Nbr 


ve Age I 


Skidtubes 


Memo 


nye 


< а Ређшт 


00.297" 


0.00 


0.00 


“Cut tube to finish length as per Dwg 03391 


Remove .030" from Fwd indexing Ridge as per Dwg 03391 


“Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 


Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail 


T Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 


Заги #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with 
paint marker, 
***DO NOT DRILL HOLES 83-19-20 FROM FWD END О 


“&:Open wearplate holes of D3391-023 assembly detail section G-G to 00.250" 
(10 holes) as per Dwg D3391 


44 Ореп wearplate holes of D3391-023 assembly detail section H-H to 
(20 holes) as per Dwg 03391 
***DO NOT OPEN 2 MOST FWD WEARPLATE HOLES*** 


~ 


| ООА: Date: 
| WORK ORDER NON-CONFORMANCE / UPDATE М 
QA Closed: Date: .— 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 

Rework Skid-tube 
| Part No. Scrap Machining 
| Use-as-is Thermoforming 
NCR No. Work Order Update Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Water Jet Engineering 

Prod. Eng. Coor. Quality 
Rec/Store/Packaging 
Supplier 


Root Description of work order update Initial Action Sign & | 
Cause Date | Step | Oty or Non-conformance Chief Eng ' Description Date Verification QC Inspector | 


FAULT AUT CATEGORY 


Landing Gear 


E Bending 


Е Centre Not Concentric to O/S 


Ш Cracks 


|| Crushed/Crimped. 
| | Cuffs 
: и Неа! Treat 
ШЕ Inspection Strip іп Tube 
|| Ripples in Bend 
Ш Torque Waves in Extrusion 
Ш Turning Sequence 
Ш Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
| | Вепа 
| |BOM/Route 
m Broken/Damaged 
| | Burrs 
| | Contamination 
Е Countersink 
| | Cut Too Short 
| {Drill Holes 
Ш Drawing 
E Finish 
| [Folio 


| | Grain 
mE Hardware 


Е Inspection Incomplete 

ІШ Instructions Incomplete/Unclear 
Е Maintenance 

| |Mislabeled 


B Misread 
| | Offset 


|| Out of Calibration 
Ш Out of Sequence 
a Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


‘Order ID 90741 
eplember-24-12° 2:52:20 PM 


*00741* 


Раре 2 


Revision ID: 


tem ID: | D3391-023 


TUTO #М900040100“ 


Setup Start 


*NS1* 


110 


* 1 1 Г\* 
ос 


Quality Control 


ten 


QC5- Inspect part completeness to step on W/O 0.00 


PaOpen .375" holes to .438" ***do not open fwd saddle holes*** 

а осаїе D3391-021 in D3391-023 at 9.00" (see view 2-2) 

“Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 


tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


TEM Using DT8217, locating from two previusly drilled holes, drill remaining 
wearplate holes into D3391-021. 


T Locating from two fwd wearplate holes іп D3391-023 drill remaining 6 
wearplte holes in D3391-021 using DT8937 


+5- Open 12 wearplate holes in D3391-021 to 0.297" dia. 


Té-Deburr and blow out all chips from inside tube, scribe batch # in D3391-023 
-at aft end. | 


^ 


Oo 
Memo 0.00 Се) ANUS 


Item Name: Mid Tube Assembly Мор ж М с 2 Ж 
Start Пак: 9/24/12 Start Qty: 1.00 KAX Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 #4 * Customer: 
Reference: 
Run Start X * 
Approvals: Process Plan: Date: Tooling: N R 1 
Sto 

QC: Date: SPC (Y/N): Pox N R 9 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Qty Number . Stamp 


24 


Work Order: 


Part No. 


лтан UEM e ш == 


Landing Gear 


Ш Bending 


| | Centre Not Concentric to O/S 


Ш Cracks 


|| Crushed/Crimped. 


E Cuffs 


|| Heat Treat 
Ш Inspection Strip in Tube 


| | Ripples in Bend 
Ш Torque Waves in Extrusion 


Nn Turning Sequence 
Е Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Use-as-is 
Work Order Update 


General 
E Bend 
| |BOM/Route 
| |Broken/Damaged 
|| Burrs 
| | Contamination 
Ш Countersink 
Е Cut Too Short 
| {Drill Holes 
| | Drawing 
| | Finish 
|| Folio 


QA Closed: 


DQA: Date: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


FAULT be —FAULTCATEGORY КА 


gm Grain 

E Hardware 

|| Inspection Incomplete 

|| Instructions Incomplete/Unclear 
Ш Maintenance 

| | маре ва 


E iré 
Joke / 


Е Out of Calibration 
Ш Out of Sequence 
m Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


| 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Date: 


Engineering 
Quality 
Other 


Pressure/Forced | 


Temperature/Cure | 
Weld 
Wrong Stock Pulled 


a Other 


Ж90741“ Pee: 


D3391-023 Accept * N 9000401 1 00* Setup Start * N с 4 ж 
: Mid Tube Assembly у SP *NIQo* 
| И * 
Start Date: 9/24/12 Start Qty: 1.00 4 * Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 #4 * Customer: 
; _ Reference: 
г Run Start ж * 
Approvals: Process Plan: Date: Tooling: Date: А N R 1 
Sto 
Qc: Date: SPC (Y/N): Date: Pox N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 Chemical Conversion Coat per QSI005 4.1 0.00 
* 1 2Г\* 7 226 12103 
HandFinish Memo 0.00 
Hand Finishing 
130 QC7-Inspect Chemical Conversion Coat - 0.00 
«лапи И CO. S40 02-92! 
Мето ` 


Quality Control 


ООА: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 


| Work Order: 

| Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
NCR No. Work Order Update Large Fab Composite Supplier 

| 

| Root Description of work order update Initial Action Sign & 

| Cause Date | Step | Oty or Non-conformance Chief Eng Description Date Verification QC v 


| Т —FAULTCATEGORY _______ 'Г 0 0 0 E] 
Landing Gear · > General 
| | Bending | | Вепа а Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S || BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks Ш Broken/Damaged Е Inspection Incomplete Part Incorrect Weld 
Е Crushed/Crimped. | | Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs | | Contamination || Maintenance Part Moved 
|| Heat Treat m Countersink Ш Mislabeled Positioned Wrong 
N Inspection Strip in Tube Ш Cut Too Short | | Misread Power Loss/Surge Ш Other 
| | Ripples in Bend Е Drill Holes | | Offset 
|| Torque Waves in Extrusion и Drawing NH Out of Calibration 
|| Turning Sequence | | Finish Ш Out of Sequence 


| | Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


Е Folio 


E Outside Dimensions 


*QN741* 


Page 4 


: Revision ID: 
de 


* Item Name: Mid Tube Assembly 


{ет ID: D3391-023 Accept *NOOOQOAQ100* © setup Start 


Stop 


*NS1* 
*NS2* 


3- Prepare tube for welding 
4-Bond web in place as per Dwg D3391 & QSI 015. 
Adhere for 12 hours) 


A/R Sikaflex exp: 72 -QG-33. 
~ 


batch: 
NOTE:ENSURE WEB IS INSERTED IN AFT END OF TUBE 


150 ОС5- Inspect part completeness to step on W/O 0.00 


*4R(* 
ос 


Quality Control 


Memo 0.00 


2-C'sink float bag holes as per dwg SAD Jarl s) -2 4 S 


[| g 


Start Date: 9/24/12 Start Qty: 1.00 *4* Cust Item ID: 
"Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
l Reference: 
| Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
Qc: Date: SPC (Y/N): Date: Р ж М R 2 * 
Sequence ID/ Operation Set Up/ ~ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 0.00 
E 4 An* Skidtubes 
Skidtubes Memo 0.00 
Skidtubes 1-Open float bag holes as per dwg 


Aas 
/27025 _ < 48 


DOA: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


| 
| 
] 
: 
1 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
Use-as-is Thermoforming 
Work Order Update Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


| 
| 


Landing Gear 


E Bending 


Ш Centre Not Concentric to 0/5 


|| Cracks 


| | Crushed/Crimped. 

Ш Cuffs 

Е Heat Treat 

Е Inspection Strip in Tube 
E Ripples in Bend 

E Torque Waves in Extrusion 
Е Turning Sequence 

| | Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


General 
ui Bend 
| |BOM/Route 
m Broken/Damaged 
|| Вигг5 
| | Contamination 
Ш Countersink 
Ш Cut Too Short 
m Drill Holes 
Ш Drawing 
| Finish 
Ш Folio 


FAULT ы 22222000000 FAUTCATEGORY eee 


E Grain 
а Нагамаге 


| | Inspection Incomplete 

Ш Instructions Incomplete/Unclear 
ІН Maintenance 

| |Mislabeled 


E Misread 
|| Offset 


|| Out of Calibration 
| | Out of Sequence 
Е Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


Work Order ID 90741 *ON7A 4 * 


Page 5 
September-24-12 2:52:20 PM 


Item ID: D3391-023 Accept *N 900040 1 00* Setup Start Ж N Q 4 * 


Revision ID: 


Item Name: | Mid Tube Assembly Stop Ж N с 2 * 
Start Date: 9/24/12 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date: ___ N R 1 
Sto 
Qc: Date: SPC (Y/N): Date: Pox М R 2% 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
р ) р 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 | 0.00 . 
* 4 a n* Skidtubes 
Skidtubes Memo 0.00 
Skidtubes 1-Weld crossbolt spacer as per dwg 03391 & QSI 004 ^2 /2 77] 42735 7 BE Ад од 5 
2-grind weld flush Е 
—» CF (970-25 
170 QC10- Inspect visual рег 051004- ground welds : 0.00 об : 
*47(* AS) 15.11. 8 ] 
QC Memo 0.00 9-69 
Quality Control 
- 180 QCS5- Inspect part completeness to step оп W/O 0.00 АХ Z 
*1АП* 24 (slt / 
Qc Memo 0.00 nd 


Quality Control 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT ы  - ғялжоҰ | 
Landing Gear General 
E Bending | | Bend E Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S Ш BOM/Route | | | Hardware Over/Under tolerance Temperature/Cure 
e Cracks Ш Broken/Damaged | | Inspection Incomplete Part Incorrect Weld 
mi Crushed/Crimped. E Burrs | | Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
|| Cuffs m Contamination a Maintenance Part Moved 
mE Heat Treat || Countersink | | Mislabeled Positioned Wrong 
| | Inspection Strip in Tube || Cut Too Short Ш Misread Power Loss/Surge m Other 
| | Ripples in Bend || Drill Holes E Offset 
gm Torque Waves in Extrusion М Drawing || Out of Calibration 
и Turning Sequence m Finish || Out of Sequence 


|| Folio 


E Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


|| Outside Dimensions 


"Work Order ID 90741 * F 
September-24-12 2:52:20 PM 9074 1 


Да ш: D3391-023 Accept *NOOO0O0A01 по“ Setup Start хме 1 * 


Revision ID: 


Page 6 


Item Name: Мій Tube Assembly Stop ж N Q 2 * 
Start Date: 9/24/12 Start Qty: 1.00 * 1 * Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

| Run Start ж * 
Approvals: Process Plan: . Date: Tooling: —-— Date: в. N R 1 

Sto 
QC: Date: SPC (Y/N): | o pate —— P ож М R Ры 

Sequence ID/ Operation Set Up/ Е Tool ID Tool# Plan | Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
185 Pressure Wash per 051005 4.3 0.00 
жао“ /| FE [RMS 
HandFinish Memo 0.00 
Hand Finishing AND REALODINE AS PER РАК09-043 


190 White Gloss(Ref-4.3.5.1) рег 051005 4.3-Alum 0.00 ЖА 
*49n* LX 
Powdercoat Memo ат 0.00 — 3 a Jo g 


Powder Coating START TIME: 9 С 
OVEN TEMPERATURE: vu » 
(7 FINISH TIME: | 
А LAX CT 59 
QC3- Inspect Part Finish 0.00 ) 
*2nn* ү { W nlul (3 
QC Memo 0.00 


Quality Control 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


т туне NL кы == == UAI D MMC MC ШЫНЫН 


E OFAT | CATEGORY 
Landing Gear General 
E Bending ш Вепа BE Grain Ovalized Pressure/Forced 
mi Centre Not Concentric to O/S || BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
| | Cracks : Ш Broken/Damaged | | inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. | | Burrs E Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Рийед 
| | Cuffs a Contamination | | Maintenance Part Moved 
| | Неа! Тгеа! E Countersink || Mislabeled Positioned Wrong 
| | Inspection Strip in Tube | | Cut Too Short a Misread Power Loss/Surge Ш Other 
| | Ripples in Bend | | Drill Holes Ш Offset 
|| Torque Waves in Extrusion | | Drawing E Out of Calibration 
a Turning Sequence | | Finish || Out of Sequence 


E Folio 


Е Wave/Twist іп Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


а Outside Dimensions 


Work Order ID 90741 *ON7A 1 * Page 7 


September-24-12 2:52:20 PM 


Item ID: D3391-023 Accept *N ONNNAN 1 00“ Setup Start *N с 1 * 


Revision ID: 


Item Name: Mid Tube Assembly Stop * N с 2 * 
Start Date: 9/24/12 Start Qty: 1.00 Би Бе Cust Item ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 * 4 * Customer: 
Reference: 
7 Run Start д * 
Approvals: Process Plan: Date: Tooling: | Date: N R 1 
Sto 

Qc: Date: SPC (Y/N): Date: P x N R 2 * 
Sequence ID/ Operation Set Up/ | i Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
210 0.00 
*94(* Skidtubes E Д ЕТ А | 
Skidtubes Memo 0.00 4 UH 
Skidtubes yA- insert D3391-021 into D3391-23 


ет insert T-pins into first and third fwd saddle holes 


3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as I 
per DSI 9364 aoe 


7 4- remove T-pins and locate DT9415 from first and third crossbolt hole using T- 
pins and clekos 


A 5. ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 
DT9415 


са 
6- deburr, re-alodine and blow out chips 


«7 7. press fit D3591-1 spacers using DT9416 starting from 0.500" side 


220 QC5- Inspect part completeness to step on W/O 0.00 OAS 
* * 1 

220 1$.) окаже 
ос Мето 000 22 


Quality Control 


DQA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering | 
Рап Мо. Scrap Machining Small Fab Prod. Eng. Coor. Quality| | ` 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 
Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC пенса: 


FAULT PAUL CATEGORY, eee 
Landing Gear General 
| | Bending | | Bend Е Grain Ovalized Pressure/Forced 
Ш Centre Not Concentric to O/S Ш BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
| | Cracks Ш Broken/Damaged Ы Inspection Incomplete Part Incorrect Weld 
Е Crushed/Crimped. an Burrs ШЕ Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
a Cuffs || Contamination | | Maintenance Part Moved 
|| Heat Treat Ш Countersink € Mislabeled Positioned Wrong 
| | Inspection Strip in Tube Ш Cut Too Short | | Misread Power Loss/Surge Bl Other 
| | Ripples in Bend ІН Drill Holes : || Offset 
ж Torque Waves іп Extrusion Е Drawing | | Out of Calibration 
|| Turning Sequence | | Finish | | Out of Sequence 


| | Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


| | Folio 


Ш Outside Dimensions 


_____ 


"Work Order ID 90741 
September-24-12 2:52:20 PM 


*90741* 


Раге 8 


Пет ID: D3391-023 Accept * N 9080040 1 40” Setup Start *N с 1 ж 
Кеувюп Ш: : * 
Item Name: Mid Tube Assembly Stop ж N с 2 * 
‘Start Date: 9/24/12 Start Qty: 1.00 зы Бе Cust Нет ID: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start 4 * | 
Approvals: Process Plan: Date: Tooling: Date: N R 1 : 
Sto | 
QC: Date: SPC (Y/N): Date: Pox NmR2* | 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp | 
230 0.00 
HandFinishi | 
Х230% па LX { М KR alt 
HandFinish Memo 0.00 i 
Hand Finishing Install Inserts as per Dwg 
240 ОС5- Inspect part completeness to step on W/O 0.00 
*2AY* & је ) а 
QC Memo 000 48-25 : Du NS 
Quality Control 
250 Identify as per dwg & Stock шабар 0.00 D “4 | 2. Ae] ‘Ce б 47 Из 04 ( 
*oR(* | |5940 60 мк | A addis 
Packaging Memo 0.00 
Packaging 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 
Prod. Eng. Coor. Quality 
Rec/Store/Packaging 


Supplier 


Work Order: 
Rework Skid-tube 
Part No. Scrap Machining 
Use-as-is Thermoforming 
Work Order Update Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Unapproved 


Landing Gear 


Ш Bending 


Ш Centre Not Concentric to 0/5 


|| Cracks 


| | Crushed/Crimped. 

| | Cuffs 

| | Heat Treat 

| | Inspection Strip in Tube 
Ш Кірріев іп Вепа 

|| Torque Waves in Extrusion 
|| Turning Sequence 

Ш Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


General 
| | Вепа 
| | BOM/Route 
a Broken/Damaged 
| | Burrs 
| | Contamination 
N Countersink 
Ш Cut Too Short 
Nm Drill Holes 


| | Drawing 
| | Finish 
a Folio 


FAULT CATEGORY 


| | Grain 
| | Hardware 


Ш Inspection Incomplete 

Ш Instructions Incomplete/Unclear 
Ш Maintenance 

| | Mislabeled 

|| Misread 

| | Offset 


|| Out of Calibration 
Ш Out of Sequence 
Ш Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


Беда ады 


Work Order ID 90741 *00741* 


Page 9 
September-24-12 2:52:20 PM 


чи I: | D3391-023 Accept *N 5900040 1 по“ Setup Start ҰМ с 4 ж 


Revision ID: 


Item Name: Mid Tube Assembly Stop * N с 2 * 
Start Date: 9/24/12 Start Qty: 1.00 зае Сиз Пет Ш: 
Required Date: 10/19/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
| | Run ба д * 
Approvals: Process Plan: Date: Tooling: .. Date: N R 1 
Sto 

Qc: Date: SPC (Y/N): ___ Date: Р ж М R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept  Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


260 QC21- Final Inspection - Work Order Release 0.00 
s Bl иа 
ОС Мето 0.00 


Quality Contro! 


d 


DQA: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
| Supplier 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 
Part No. Scrap 
Use-as-is 


NCR No. Work Order Update 


Rod чаи 


Landing Gear 


Ш Bending 


Ш Centre Not Concentric їо 0/5 


E Cracks 


E Crushed/Crimped. 

Ш Cuffs 

ik Heat Treat 

Ш Inspection Strip in Tube 
mi Ripples in Bend 

m Torque Waves in Extrusion 
Ш Turning Sequence 

| Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
| | Вепа 
и BOM/Route 
Ш Broken/Damaged 
Ш Burrs 
|| Contamination 
Ш Countersink 
|| Cut Too Short 
| {Drill Holes 
Ш Drawing 
Е Finish 
|| Folio 


PAUL CATEGORY, eee LT CATEGORY 


Ш Grain 
ШЕ Hardware 


NH Inspection Incomplete 

E Instructions Incomplete/Unclear 
m Maintenance 

| |Mislabeled 


| | Misread 
NH Offset 


|| Out of Calibration 
Ш Out of Sequence 
| | Outside Dimensions А 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


222 Picklist Print Page 1 
| September-24-12 2:52:19 РМ 2 
| Work Order ID: 90741 ў | ) 
| Parent Item: D3391-023 _ Start Date: 9/24/12 Required Date: 10/19/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
- Comments: IPP A05.10.20New Issue KJ/EC 
ІРР B06.02.10ECN773 dwg rev.D ЕС 
IPPC 07.03.20 rev F dwg EC 
IPPD 07.03.28  re-format EC 
IPPE 07.10.31 есп 1053P EC 


ІРР Rev:F ECN 1056 07-11-13 DD X verified by: EC 

IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 

IPP Rev:H 08-09-10 revH as per dwg DD verified by:EC 

IPP Rev:I 08-11-13 Removed steps per w/o, ОС KJ verified by: ec ІРР Rev:J add in seq 140 
expire date &b# sikaflex DD 10.02.17 verified by:EC 


Component Item Ш/ Replacement Mfg/ Bin Primary Last Route Unitof Qtyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2500-1-100 Manufactured № 100 Each 162.0000 1 1 Gs 5-05 
+ Skidtube Extrusion 14. шом 
Тосайоп Loc Oty Loc Code 
HALL 162 
50251 3 


82373... 58 
101 | 
D3391-021 Manufactured No 100 Each 0.0000 1 1 | | : 26 5 
Fwd Tube Assembly BU 344 : |- СЕ. |2 О - 


D3389-1 Manufactured _ No 140 Each 14.0000 1 
ка ЗАД Waleed y _. 


Location Loc Qty Loc Code 


LG 5 14 
85508 6 ( y 
85509 2 


DQA: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


Unapproved | 
FAULT CATEGORY 


Landing Gear ` 
Ш Bending 
x Centre Not Concentric to O/S 


| | Cracks 


и Crushed/Crimped. 

E Cuffs 

= Heat Treat 

E Inspection Strip in Tube 

| | Ripples in Bend 

| | Torque Waves in Extrusion 
E Turning Sequence 

Ш Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
| | Вепа 
| |BOM/Route 
m Broken/Damaged 
m Burrs 
| | Contamination 
ш Countersink 
E Cut Too Short 
| {Drill Holes 
B Drawing 
|| Finish 
| {Folio 


|| Grain 
|| Hardware 


|| Inspection Incomplete 

|| Instructions Incomplete/Unclear 
|| Maintenance 

| | Mislabeled 


| | Misread 
| joffset 


Ш Out of Calibration 
E Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other - 


* 


Picklist Print в 
А аре2 . 
September-24-12 2:52:19 PM | 
Work Order ID: 90741 
Parent Item: D3391-023 Start Date: 9/24/12 Required Date: 10/19/12 
Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
Spacer СЧА 00-8 5 
Location Loc Qty Loc Code Ф | 7 © ЗЕ 7 32, | 
Lo | В ELE х5 
80361 1 
143001 17 
68958 2 
69893 2 
71845 2. 
74874 1 
76004 1 
77501 2 
88502 7 
03591-1 Manufactured № 210 Each 69.0000 2 3 2 ( d 
Bushing u. ( (7 
Location Loc Oty Loc Code 
FP 5 
80377 4 
82027 1 
51055 64 BAITET ХА 
57350 1 
„83237 63 Y \ 
September-24-12 2:52:19 РМ Shop Packet Print E | Раре 2 


QI ли 22,2 


NCR: Yes / Мо 


Work Order: 


Part No. 


Landing Gear 


E Bending 


Ш Centre Not Concentric to 0/5 


и Cracks 


|| Crushed/Crimped. 
Ш Cuffs 
Ш Heat Treat 
B Inspection Strip in Tube 
| | Ripples in Bend 
Torque Waves in Extrusion 
8 Turning Sequence 
Ж Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Кем б 


ООА: 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Use-as-is 
Work Order Update 


General 
B Bend 
М BOM/Route 
B Broken/Damaged 
Ш Burrs 
| | Contamination 
| | Countersink 
E Cut Too Short 
| [Drill Holes 
m Drawing 
|| Finish 
| {Folio 


QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Water Jet 
Machining Small Fab Prod. Eng. Coor. 
Thermoforming Finishing Rec/Store/Packaging 
Large Fab Composite Supplier 


FAULT CATEGORY 


Е Grain 
E Hardware 


Ш Inspection Incomplete 


Ovalized 


Part Incorrect 
Part Lost/Missing 
Part Moved 
Positioned Wrong 


mi instructions Incomplete/Unclear 
| | Maintenance 
Е Mislabeled 


|| Misread 
= Offset 


gm Out of Calibration 
и Out of Sequence 
E Outside Dimensions 


Power Loss/Surge 


Over/Under tolerance 


Date: 


Date: 


Engineering 
Quality 
Other 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


+ 


Picklist Print Page 3 
September-24-12 2:52:19 PM 
Work Order ID: 90741 
Parent Item: D3391-023 Start Date: 9/24/12 Required Date: 10/19/12 
‘Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
ALS4-1032-130 Purchased No 230 Each 3,871.0000 20 KL 20 | li 
Inset X ALSOF -1032- 126 МА EA 
Location Loc Qty Loc Code 
279 3000 
122763 3000 X26 
57280 205 
119084 116 
120671 89 
ST281 526 
120807 36 
120837 8 
122474 482 
51282 140 
121269 140 
я 
September-24-12 2:52:19 РМ "Shop Packet Print жамы Page 3 


ООА: Date: 
NCR: Yes / Мо WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality | 


Other 


Use-as-is Thermoforming Finishing Rec/Store/Packaging 
Work Order Update Large Fab Composite Supplier 


б FAULTCATEGORY eee CATEGORY 
Landing Gear General 
Ш Bending E Bend | | Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S E BOM/Route | | Hardware Over/Under tolerance Temperature/Cure 
BH Cracks Е Broken/Damaged Е Inspection Incomplete Part Incorrect Weld 
mi Crushed/Crimped. NH Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs || Contamination a Maintenance wh Part Moved 
Heat Treat || Countersink B Mislabeled 5 Positioned Wrong 
| | inspection Strip in Tube | | Cut Too Short || Misread | Power Loss/Surge | | Отћег 
| | Ripples in Bend m Drill Holes Ш Offset E: 
Torque Waves in Extrusion Е Drawing E Out of Calibration 
| | Turning Sequence E Finish | | Out of Sequence 
ІН Wave/Twist in Tube и оо E Outside Dimensions 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev 6 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES 
D3391-011 


FWD TUBE ASSEMBLY 


MS27039C4-12 SCREW 
D3672-3 WASHER 
AN960C416L WASHER 
4PL 


D3391-013 


TRANSFER DRILL THRU МО TUBE ASSEMBLY 


03391-011 OPEN TO 


0.438 0000 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


03391-015 
WEARSHOES 


2” AFT TUBE ASSEMBLY 


. • 


ELIT VIT — 5' = 1 


= 


D3391-041 FLOAT ЗКЮТИВЕ ASSEMBLY PARTS LIST 


PART NUMBER 


X D3391-041 FLOAT SKIDTUBE ASSEMBLY 


1 D3391-011 
D3391-013 - 


FWD TUBE ASSEMBLY 
MID TUBE ASSEMBLY 
AFT TUBE ASSEMBLY 


BUSHING 


WASHER 


03591-1 
03672-3 


D4095-043 
D4095-045 


АМЗСТА 


ANS60C10L WASHER 
4 MS27039C4-12 SCREW 
{4 ANS60C416L WASHER 


04095-051 
WEARSHOE 00.50 
REF ар, HD 
ыы a IN и, AN, ^^. 
AN3C4A BOLT (1) p PA A 
AN960C10L WASHER (1) 
APL D4095-041 
WEARSHOE D4095-045 AN3C4A BOLT (1) 
AN960C10L WASHER (1) — AN960C10L WASHER 
A NEEF 20 PL 6PL 


с 


TRANSFER DRILL THRU 


D3391-011 OPEN ТО 00.499 
AND INSTALL D3591-1 BUSHING 


А 
РАЧА 


: D3391-041 ASSEMBLY 


Aimee D 


ecd -col 


ENERAL NOTES 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSi 005 4.3 


COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 


A 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 


TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL (20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

FiT D4095-041 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

FIT D4095-043 TO SKIDTUBE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 00.50 HOLES FROM SADDLE TO 04095-043 


AN3C7A BOLT 
AN960C10L WASHER 


D4095-043 
WEARSHOE 


еще S. 4095-047 
WEARPAD 
REF | | 
04095-049 
AN3C6A BOLT WEARPAD 
AN960C10L WASHER REF 


4PL 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 

PARTS LIST UPDATE, ZN A8-1, ZN A8-2, ZN Аб-4, 
| | ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 

ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, | ХОР 

ZN B6-4, B2-4, СТ-8, C3-8; REMOVED HOLES, ZN D6-4 

ZN 02-4, ZN D7-8, ZN D3-8 
DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 90.499 DIM AND D3591-1 BUSHING. 
SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM | AJS 
WAS 4 PL. ADDED (20.499 DIM АМО 03591-1 BUSHING, 
(FOR FURTHER INFO SEE 051 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH ТО 03670-ХХХХ SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 

REMOVE FWD SADDLE HOLE -011/-021 
CHANGE TOLERANCE, EASE MANUFACTURE 
UPDATE TOLERANCE, CHANGE HOLE SIZE 
LENGTHEN AFT EXTENSION 


11.10.13 


08.08.20 


07.07.31 


BE 


06.01.23 
05.09.27 


PH 


| B | DRAWING UPDATES 05.06.10 
NEW ISSUE E 05.02.07 


DESCRIPTION BY 
сина | PH | DART AEROSPACE USA, INC 
ова | XbF | KENT, WA 


CHECKED — | — j |овАуимсмо. REV. | 
MFG. APPR. - 03391 ЗНЕЕТ1 OF 8 
APPROVED | 7 [тт 
DE APPR. | 4 |412 FLOAT SKIDTUBE 
DATE COPYRIGHT Ф 2005 BY DART AEROSPACE USA, INC 

11.1 T 13 Кен мел а ла 


SHOP COPY 
RETURN TO 
ENGINEERING 
UNCONTROLLED СО?“ 
SUBJECT TO AMENDME" 
WITHOUT NOTICF 
WORK ORDFI. 


ко 9p H9 / па 44-25 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-021 
FWD TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
j PRIOR TO INSTALLATION OF 
TRANSFER DRILL THRU 03391-023 WEARSHOES 
D3391-021 OPEN TO MID TUBE ASSEMBLY 


D3391-025 
AFT TUBE ASSEMBLY 


0.438 5200 


= -+- = 


TRANSFER DRILL THRU 
D3391-021 OPEN TO (20.499 
AND INSTALL D3591-1 BUSHING 


D4095-051 
WEARSHOE 
REF 


80.50 = D4095-047 
: WEARPAD 


REF 


4095-043 
WEARSHOE /N. 4095-049 


AN3C4A BOLT 
AN960C10L WASHER 


4095-041 
&PE WEARSHOE СЕК BOUT WEARPAD 
D4095-045 АМЗСАА BOLT AN960C10L WASHER а и /\ 
WEARSHOE AN960C10L WASHER 6PL 


АМЗСТА BOLT 
AN960C10L WASHER 
4PL 


д 20 PL 


D3391-043 ASSEMBLY 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST GENERAL NOTES 


QTY | PART NUMBER 


DESCRIPTION 


1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 AN 
03391:043 FLOAT SKIDTUBE ASSEMBLY ___| 2) — COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" DEL ЕД 5 Е! 
5391091 др TUBE ASSEMBLY | AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. D 
| D3381.023 МО TUBE ASSEMBLY | 3) TOLERANCES: PER DART 051018 UNLESS OTHERWISE NOTED | 200- 
1 | 3391-025 рт TUBE ASSEMBLY 1 4) UNITS: INCHES UNLESS OTHERWISE NOTED p V -11- 04 
| 5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
1 03591-1 BUSHING FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
| D4095-047 WEARSHOE 


WHERE INDICATED. 


Ed [WEARSHOE 6) FIT D4095-041 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 


04095-047 APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
| 04095-049 . | WEARPAD TRANSFER DRILL 80.50 HOLES FROM SADDLE ТО D4095-041 
| D4095-051 WEARSHOE 7) FIT D4095-043 ТО SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH А DRAWING NO. REV. I 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND SHEET 2 OF 8 
TRANSFER DRILL @0.50 HOLES FROM SADDLE ТО 04095-043 


ГАМЗСЗА 
і АМЗСБА 
| АМЗСТА 
| ANSSOC10L 


COPYRIGHT 6 2005 ВУ DART AEROSPACE USA, INC 
тиз DOCUMENT в PRIVATE AND CONFIDENTIAL АКО 5; SUPPLIED Ом THE EXPRESS CONDITION THAT IT IS. 
NOT TO BE USED FOR ANY PURPOSE OF COPIED OR CORMUMCATED ТО ANY PERSON WITHOUT. 
WRITTEN PERMISSION FROM DART AEROSPACE USA, ING, 


30.1 
DIST ТО CENTER OF BEND 


D3391-1 CUTTING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) 


SECTION A-A 
SCALE 2X 


3.59019 925 


за les 0.6870) 


SECTION B-B 
SCALE 2X 


23.460 
ВЕЕ 


0.500 4.250 
КЕЕ |-- REF =] 
R0.187 E oP В0.187 
posl 


13.0 
DISTANCE TO 


КЕЕ ТАМСЕМТ РОМТ 


03391-011/-021 BENDING DETAIL 


(MAKE FROM D3391-1) 


93.460 
03.750 


--| | тагове 


SECTION C-C 
SCALE 2X 


к> 
a 


DART AEROSPACE USA, INC 
СИ |: 4 КЕМТ, МА 
| REV. 1 


SHEET3OF8 


ПЕР Ce 


DRILL #4 (20.209) 


DETAIL D 


4.000 
2.000 


2.79 


4PL 


DRILL THRU 21/64" (20.328) 
ӘРІ. 

CSINK 20.438 x 45% 
(BOTH SIDES) 


20.000 
5 EQ. SPACES 
4.000 PITCH 


4.000 
2.000 


20.640 


DRILL 80.297 
10PL 


D3391-011 DRILLING DETAIL 


INSTALL D3670-4200 SPACER 


SEAL WITH МАС! 


NOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


INSTALL 
AELS-1032-225 
AFTER FINISH 
10 PL 


D4095-051 
WEARSHOE 


03391-011 ASSEMBLY DETAIL 


D3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST 
аса нн. гі лін en 


03391-011 


DESCRIPTION 


FWD TUBE ASSEMBLY 


03391-021 


FWD TUBE ASSEMBLY 


TOW CAP 


7.25 


А 


АМЗСАА BOLT 
AN960C10L WASHER 
6PL 


SIKAFLEX-241/-291 


D3401-041 
TOW CAP 


DRILL #4 (20.209) 


DRILL THRU 21/64" (20.328) 


C'SINK 20.438 x 45? 


(DISTANCE TO FWD (BOTH SIDES) 


SADDLE HOLE, REF) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 

GRIND FLUSH 
PRIOR TO PAINTING 


AN3C4A BOLT 
D3672-1 WASHER 
AN960C10L WASHER 


00.640 


DRILL 20.297 
10 PL 


D3391-021 DRILLING DETAIL 


INSTALL 
AELS-1032-225 
AFTER FINISH ` 
10 PL 


D4095-051 
WEARSHOE 


А 


PATE 1110,13 


D3391-021 ASSEMBLY DETAIL 


DOCUMENT I 


7.25 


А 
АМЗС4А BOLT 


AN960C10L WASHER 
6PL 


ү 


ee -11-04 


DART AEROSPACE USA, INC 


KENT, WA 


DE APPR. | “Ж |412 FLOAT SKIDTUBE 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
TROVATE АКО CONFIDENTIAL AND «б SUPPLIED ON THE EXPRESS CONDITION THAT IT 15 
Т TO ВЕ USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
MITTEN PERBSSION FROM DART AEROSPACE USA, INC. 


(DISTANCE TO FWD 
SADOLE HOLE, REF) 


REV. 1 
SHEET 4 OF 8 
SCALE 


NTS 


0.707900 


REFER TO 
DETAIL K 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 

4.94 


DISTANCE TO 
END OF WEB 
4.19 


Y 


x DETAIL Е SEU БЕР 
ЕТИКА DRILL THRU 21/64" (20.328) БЕТА К 
CSINK 20.438 X 45° (BOTH SIDES) D3391-013 ASSEMBLY DETAIL SCALE АХ 


SCALE 4X 12PL 


WELD INTO PLACE 
& GRIND FLUSH 

(BOTH ENDS) REMOVE 0.225 

x FROM TOP AND BOTTOM 

TO 3.800 

{0.7 FROM BOTH ENDS) 


INSTALL 
D3681-1 SPACER 


<] DRILL 20.297 
20.250 INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 
SECTION 6:6 SECTIONK-H 12PL SECTION ХХ DRILL 20.297 SECTION Y-Y 
ECTION 9; SECTION нн SCALE SX INSTALL AELS-1032-130 INSERT Т SCALE 5X 


MS27039C1-09 SCREW 
03672-1 WASHER 
ANSGOC10L WASHER 
AFTER FINISH 

4PL 


3391-013 MID TUBE ASSEMBLY PARTS LIST 


D2500-1-100 
р3389-1 
03672-1 
03572-3 


[ 12 1036817 | БРАСЕ | 


ALS4-428-165 
ANS60C10L 
ANS60C416L 


DRILL 20.250 
4PL 


SECTION LL-LL 
SCALE 5X 


DETAILE 
SCALE NONE 


резом |н Т DART AEROSPACE USA, INC 
DRAWN | xb KENT, WA 
et DRAWING NO. REV. 


MS27039C 1-09 DRILL 20.391 


С 4 __| м52703904-08 [SCREW 7-77) INSTALL ALS4-428-165 INSERT 3 1 

eS рента [MFG.APPR. | "th | 03391 SHEETS OF 8 

D3391-013 MID TUBE ASSEMBLY : AN960C416L WASHER |АРРРОМЕБ | Аў [TTE SCALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH (ОЕАРРА [7 У _ |412 FLOAT SKIDTUBE 


4PL SECTION L-L 
3) WELDING: PER DART QSI 004 - SCALE 5X 


PATE 11.10.13 


88.000 20.438 
72.500 ТУР 
70.750 
D Y | 62.500 
| 50.500 
олор 36.500 
90.188 22.500 om 
TYP 10.500 0705.10 
DISTANCE TO REFER TO | 4 А 
D3389-1 WEB DETAIL J = i || Y 
LEA ii и | RN 
Y 494 0.50 | н с “ DISTANCE TO 
i END OF WEB 
REFER TO 4.19 
х во 438 DETAIL K . REF 
` DETAIL К 
S DRILL THRU 21/64" (20.328) SCALE 4X 
CSINK 00.438 X 45° (BOTH SIDES) 
с 5PL 


D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


INSTALL 
D3681-1 SPACER 


DRILL 20.297 


B INSTALL AELS-1032-130 INSERT REMOVE 0.030 ` 
AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 ` 
SECTION G- SECHONHH SPL SECTION XX SECTION Y-Y 


SCALE 5X SCALE 5X SCALE 5X ` SCALE SX 


D3391-023 MID TUBE ASSEMBLY PARTS LIST Ò Е L Е А S E 
PART NUMBER DESCRIPTION Л 1 
03391-023 МО TUBE ASSEMBLY | Ü 1 -1- 0 4 


02500-1-100 ^. | EXTRUSION 


D3389-1 WEB 
| _5 __| 036811 [SPACER ___ ____ 


| 
20 | AELS-1032-130 


INSERT 


DRAWN 
CHECKED 


l 
SHEET6 OF 8 


D3391-023 MID TUBE ASSEMBLY 


iN : 
|АРРНОМЕО | Ау” [Time SCALE 
1) MATERIAL: MAKE FROM 02500-1-100 EXTRUSION Дун 
2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 ОЕ АРРЕ. — |" 9M |42 FLOAT EIL — NTS 
: ОАТЕ 
3) WELDING: PER DART QSI 004 11.10.13 оссе are сг тен 


ВЕЕ 


VIEW BB-BB | 
SCALE 4Х | 
88.93 DETAIL V 
03391-3 AFT DRILLING AND CUTTING DETAIL SCALE OX 
33913 AFT DRILLING AND CUTTING DETAIL 
x6 060 (MAKE FROM D6014-090 SKIDTUBE MATERIAL) 
c 1.526: 009 c 
0.200 —] H ов 
3.300 ез. 23.000 : Ў 23.000 
3.500 2 3.300 EE 3.520 ace 
23.750 Ne ES XQ 23,750 Ne. 
: REF 23.750 
REF REF R0.062 REF 23.200 
8 
ЗЕСТЮН АА-АА SECTION N-N SECTION Р-Р SECTION О-О SECTION НК 
SCALE 6X SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


TO TAPER 


MACHINE CONSTANT 
TAPER FROM 23.750 
TO 93.200 R 


DETAIL V 


CHAMFER 
30*X0.060 DEEP 


DETAIL S 
SCALE 4X 


SCALE 4X 


DIST TO CENTER OF BEND 


DRILL #4 (20.209) 
2PL 


DEAS 
2011 -11- 04 


DART AEROSPACE USA, INC 
KENT, WA 


DRAWING NO. REV. I 


lure. appa _| >] _| 03391 SHEET? OF 8 


| [ПЕ SCALE 

4- |412 FLOAT SKIDTUBE NTS 

DATE 44 40.13 EL MEL Dp SERI - 
USA, IC. 


R30.0£2.0 
36.000 


— 9 EQ. SPACES 
4.000 PITCH 


4230.25 


DRILL THRU 21/64" (20.328) 
14 PL 

ORILL 20.297 CSINK 20.438 X 45° 

22 PL (BOTH SIDES) 


DRILL THRU 21/64" (20.328) 
4PL 

CSINK 20.438 X 45% 
(BOTH SIDES) 


REF DRILL 20.297 


22PL 


8.1 REF 
DISTANCE BETWEEN HOLE AND 
TANGENT POINT 


91 
DISTANCE BETWEEN HOLE АМО 


537 ТАМСЕМТ РОМТ 537 
D2391:015 BENDING АМО DRILLING DETAIL 03391.025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) (SEE CBORE DETAIL BELOW) - 
INSTALL D3670-4200 SPACER INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 
GRIND FLUSH GRIND FLUSH 


PRIOR TO PAINTING 


PRIOR TO PAINTING 


сва 
(МО СВОКЕ) (NO CBORE) 


4095-049 04095-049 


WEARPAD D4095-047 WEARPAD 04095-047 
3391-015 ASSEMBLY AND. DETAIL WEARPAD ANSCSA BOLT WEARPAD 
(SEE TABLE) АМЗСБА BOLT 
AN960C10L WASHER ANSCAA BOLT A AN960C10L WASHER SAC WASHER A 
4PL ANS60C10L WASHER 4PL 4PL 
4PL 
3391-015/.025 АЕТ TUBE ASSEMBLY PARTS LI: D3391-025 ASSEMBLY AND CBORE DETAIL 
(SEE TABLE) 
QTY- | ATY- | PART NUMBER — | DESCRIPTION 
015 | 025 
X 3391-015 AFT TUBE ASSEMBLY 
Й FT TUB BLY 
Г X  |D3391-025 AFT TUBE ASSEMI SEAL WITH 
B SIKAFLEX-241/-291 


DRILL 20,391 
CBORE 20.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 


EnEn ENOPS EN 


AN3C4A BOLT 


1 D2646 [AFT CAP 

14 D3670-4200 SPACER 

2 036724 WASHER 

1 4095-049 WEARPAD 

1 4085-047 WEARPAD 

1 06014-090 АРТ TUBE бхз 

__| АЕТТ 

14 14 | AELS-1032-130 INSERT і a 

8 


03672-1 WASHER 
В AELS-1032-225 INSERT ANSEDGTQL WASHER 
4 ALS4-428-165 INSERT SECTION UU SECTION сс-сс ~ DETAIL T 
8 6 | АМЗСЛА BOLT SCALE ЗХ SCALE 3X Е | Е А 5 - SCALE 4X 
4 4  [ANSCSA BOLT 
10 10” TANS60C70L WASHER 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL АЕР 5-1032-ХХХ AFTER FINISH AS NOTED 
HOLES ат ОТҮ СВОКЕ 
MARKED | D3391-015 | 03391-025 


PIN 


TA PACE USA, INC 
ii DAR ЕКОБРАСЕ 


CHECKED |24. [DRAWING NO. REV. I 


bt 8 20.430 XO.170 | AELS-1032-225 

CB2 4 20.430 X0.170 | AELS-1032-130 MrG.APPR. ]^ WA [D3391 ЗНЕЕТВ OF 8 

C83 6 00,430 X 0.040 | AELS-1032-130 APPROVED ТРЕ SCALE 
[Сва 4 i В 


NONE AELS-1032-130 


[ОЕ АРРА | eL |412 FLOAT SKIDTUBE NTS 


DATE COPYRIGHT © 2005 BY ПАКТ AEROSPACE USA, INC 


THES DOCUMENT 15 PRIVATE AND CONFIDENTIAL AND 19 SUPPLIED ON ТЫЁ EXPRESS CONDITION WHAT IT 5: 
E . HOT ТО BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT. 
‘WRITTEN PERMESON FROM DART AEROSPACE 


USA C, 


